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Amendments to the Specification 

Please amend page 4, starting with the first paragraph after the DETAILED 
DESCRIPTION OF THE PREFERRED EMBODIMENTS section: 

A cigarette with burn rate modification is shown in Figure 1 and may be described as 
a partial double wrap cigarette 10. As seen therein, the partial double wrap cigarette 10 of the 
present invention incorporates a standard column of tobacco 13 which extends from an 
exposed end to the filter 15. Circumscribing the tobacco column 13 is the outer wrap of the 
cigarette paper 12. Interior of the outer wrap cigarette paper 12 is a separate partial inner 
wrap layer or strip Haand 11b 14. The separate partial inner wrap layer 11a and Mb 14 acts 
as a burn rate modifier for the tobacco column 13 by altering the burn characteristics of the 
cigarette 10. As can be seen from the embodiment shown in Figure 1, the inner wrap layer 
strips may be co-axial to the tobacco column 13 and may extend substantially the length of 
the tobacco column from the exposed end to the filter 15. By insertion of the separate partial 
inner wrap layer Haand 1 4 b 14 which in this embodiment extends co-axial to the tobacco 
column 13, modification may be made to the burn rate of the cigarette in such a manner that 
the burn rate may be adjusted depending upon the packing density of the tobacco, porosity of 
the outer wrap paper 12 and additives to the outer wrap, width of the separate partial inner 
wrap layer Haand Hb 14, porosity of the inner wrap layers Haand Hb 14, and additives to 
the inner wrap strips. Alternatively, the inner wrap layer may be shortened to not extend the 
full length of the tobacco column 13 or may extend in varying directions. Thus, many 
alterations to the burn rate of the partial double wrap cigarette 10 of the present invention may 
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be established based upon the combination of factors noted herein, among others. 

As depicted in Figure 1, the partial double wrap cigarette 10 of the present invention 
which has a modified burn rate characteristic incorporates an outer wrap paper 12 with a first 
and a second separate partial inner wrap strip 1 4 a and 1 4 b J4. The outer wrap cigarette paper 
12 may be a normal porosity paper which typically exhibits a porosity of 15-80 Coresta units. 
In combination with the outer wrap cigarette paper 12 is positioned at least one partial inner 
wrap layer which can modify the burn rate characteristics of the cigarette 10. As shown, a 
first and a second partial inner wrap layer 14a and Hb 14 are provided on opposite sides of 
the tobacco column 13. In order to provide substantially equivalent burn rate characteristics 
along the entirety of the tobacco column 13, the partial inner wrap strips 14a and Hb 14 may 
substantially extend and be co-axial with the tobacco column 13 to the filter 15. 

As depicted in the embodiment of Figure 4, the partial inner wrap layers 14a and 11b 
14 extend from end to end of the tobacco column 13 and may be positioned such that they are 
either equal distant from each other or may be placed in alternative positions based upon the 
desired burn rate characteristics. 

Turning to Figure 3, it is apparent that the partial double wrap cigarette 10 of the 
present invention has alternating high diffusion areas 21 and low diffusion areas 22 based 
upon the placement of the inner wrap layers or strips 1 4 a and 1 4 b 14. As can be seen, the 
high diffusion areas 21 of which there is at least one, allow for increased permeation of CO 
and oxygen gases through the barrier formed by the outer wrap 12 while maintaining normal 
deliveries. In combination, low diffusion areas 22 which are defined by the circumferential 
extent of each of the partial inner wrap layers 1 4 a and 1 4 b 14 may potentially block a 
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significant portion or all of the inflow and outflow of gases therethrough related directly to 
the porosity of the inner wrap layer Haand Hb 14 in combination with the outer wrap layer 
12. The co-linear zones of high diffusion area 21 and low diffusion area 22 may exhibit a 
porosity of greater than 14 Coresta for the co-linear high diffusion areas and less than 8 
Coresta for the co-linear low diffusion areas. 

As shown in the drawings, the construction of the cigarette with burn rate 
modification is a partial double wrap cigarette 10 depicted herein and utilizes a standard outer 
wrap cigarette paper 12 which, in atypical cigarette, is 27mm wide. Placed along the interior 
of the outer wrap, as shown in Figure 2 and in Figure 4 in an alternative embodiment, is 
located the separate partial inner wrap layer 14a and Hb 14 which may substantially extend 
along the length of the outer wrap 12. While the outer wrap of the cigarette paper may be 
standard porosity and construction, the partial inner wrap of this embodiment has a first and a 
second strip Haand 1 4 b l4 each of which may be 4mm in width and which may have a 
porosity of less than 8 Coresta units. Therefore, combined, the two inner wrap layers or strips 
1 4 a and HM 4 may circumscribe about 8mm of the circumference of the partial double wrap 
cigarette 10 of the present invention but may extend around a circumference of up to 15 mm 
of the tobacco column in relation to a standard cigarette dimension. Any combination of the 
partial inner wrap and outer wrap may work depending on the variables noted, such as 
porosity of each paper, but it is felt that good burn rate characteristics as well as limited 
effects to smoke characteristics and flavor may be achieved by incorporating an inner wrap 
which covers less than about 75% or preferably less than about 60% and even more 
preferably less than about 35% of the circumference of the outer wrap. This is a function of 
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the overall cigarette and may vary depending on the circumference of the outer wrap. 
However, variations are available to achieve the same favorable results utilizing the inventive 
aspects of the present design and such descriptions are not felt to be limiting and are 
exemplary only. 

Please amend page 7, starting with the last paragraph on the page as follows: 
As shown in Figur e s 1 7, various e mbodim e nts may b e utiliz e d in ord e r to cr e at e th e low 
porosity zon e . As depicted in Figure 4, the opened standard outer wrap 12 is lined with a 
plurality of inner wrap or inner layer strips 16a, 16b, 16c and 16d 14. These strips may be 
placed equidistantly apart along the interior of the outer wrap 12 and positioned away from 
the edges or seam where the outer wrap is adhered to itself during rolling within the garniture 
of the cigarette maker. As depicted, the strips 16a 16d 14 may all be fed into the garniture 
and incorporated on the interior of the outer wrap adjacent the tobacco column. Placement of 
the partial inner wrap strips modifies the burn rate to a desired level such that the rate may be 
decreased sufficiently to cause either a significantly reduced static burn rate or self- 
extinguishment at a desired interval. 

As shown in Figure 5, an inn e r lay e r with non lin e ar s id e s 17 as compar e d to tho 
e dges of the out e r wrap 12 may b e utiliz e d as th e partial inn e r wrap in ord e r to cr e at e th e low 
porosity zon e . As shown th e r e in, th e inn e r wrap lay e r 17 may hav e b e in wave form so that 
th e plac e m e nt of th e low porosity zon e chang e s in position along the tobacco column axis. 
Such non linear placem e nt of th e low porosity zon e may allow for diff e r e nt positioning of tho 
cigar e tt e during static burn and insur e that th e d e sir e d static burn rat e tak e s e ff e ct regardless 
of th e position of th e cigar e tte. 
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D e pict e d in Figure 6 is anoth e r e mbodiment of th e cigar e tt e with burn rate 

modification of th e pr e s e nt inv e ntion. As s e en ther e in, a high diffusion ar e a 21 and low 
diffusion ar e a 22 is d e fin e d by addition of a partial doubl e wrap inner wrap lay e r 1 8 which 
circumscrib e s a portion of th e tobacco column 13 on th e int e rior of out e r wrap 12. The 
partial inn e r wrap lay e r 18, as depict e d in th e figur e , e xt e nds approximately half way around 
th e perimeter of th e tobacco column 13. Howev e r, many diff e r e nt configurations may bo 
utiliz e d in order to achi e v e th e appropriate lin e ar burn rat e through th e burn rat e modification 
s e t forth. Th e partial doubl e wrap inn e r wrap lay e r 1 8 may b e compris e d of standard cigar e tt e 
pap e r which has a low porosity of l e s s than 7 Cor e sta units or cigar e tt e pap e r coat e d with 
burn rat e modifi e rs, or may b e alt e rnativ e construction such as a bandcast tobacco sh e et with 
or without additiv e s and which typically has a low Cor e sta unit valu e , typically less than 5 
and mor e pr e f e rably l e ss than 3. A s e condary b e nefit of utilizing bandcast or r e constitut e d 
tobacco sh ee ts as th e partial double wrap inn e r wrap lay e r 1 8 is that th e coloring of th e inner 
wrap may b e such that it is similar to th e tobacco column 13 and do e s not provid e a contrastly 
whit e n e d ar e a which ext e nds along the low diffusion ar e a 22. Additionally, a polymer film or 
oth e r mat e rial may b e us e d as th e partial double wrap inner wrap lay e r 1 8 . It may be 
pr e ferabl e for th e partial doubl e wrap inner lay e r display e d in Figure 6 to b e 2 H mm in 
width or alt e rnativ e ly, l e ss than 75% of th e circumf e r e nc e of th e out e r wrap in order to obtain 
th e appropriat e burn rate modification desir e d wh e r e in th e lin e ar burn rat e is sustain e d at a 
low e nough lev e l, pr e f e rably b e low 4.0 mm p e r minut e . 

As d e pict e d in Figure 7, an alternative embodim e nt is disclosed wh e rein a plurality of 

inn e r wrap strips 19 are utiliz e d substantially surrounding th e tobacco column 13 on th e 
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interior of th e outer wrap 12, Th e plurality of inn e r wrap strips 19 may b e fed into th e 
garnitur e adjac e nt th e out e r wrap 12 and onoiroling th e tobacco column 13 as it is formed 
within th e cigar e tt e mak e r. Th e plurality of strips 19 may b e compris e d of a low porosity 
cigar e tt e pap e r individually f e d into th e cigar e tt e mak e r or by a singl e or multipl e strips f e d 
into th e cigarett e mak e r adjac e nt to the garnitur e and cut to th e appropriate strip widths. As 
d e picted in Figure 7, a plurality of inn e r wrap strips 19 ar e utiliz e d and e xt e nd co axially 
substantially along th e l e ngth of th e tobacco column 13, Pr e ferably, th e plurality of strips 19 
e xt e nd along th e e ntir e tobacco column length such as to modify th e burn rat e along th e e ntir e 
tobacco column regardl e ss of cigarette positioning. It is f e lt that by providing a plurality of 
strips 19 as d e pict e d in Figur e 7, a mor e e v e n modification of th e burn rat e of th e cigarett e 
may b e produc e d. 

Please amend page 11, paragraph starting with, "As shown in Figure 8, . ." as follows: 
As shown in Figur e 8 , a sampl e d e sign for manufacturing a cigar e tt e with burn rate 
modification d e scrib e d h e r e in is d e pict e d. Th e pap e r f e eding ass e mbly 50 is compris e d of 
two pap e r sources, th e out e r wrap bobbin 37 and th e inn e r wrap or inn e r strip bobbin 32. The 
out e r wrap bobbin 37 may b e compris e d of standard porosity out e r wrap cigar e tt e paper 
having a standard width which may vary betw ee n 19 27mm as may b e normally the cas e and 
may b e f e d to th e cigar e tt e making machin e through a plurality of roll e rs and t e nsioning 
guid e s. In th e e mbodiment shown, th e partial inn e r wrap and outer wrap lay e r may b e 
combin e d to form a combin e d cigar e tt e pap e r 36 wh e r e in th e out e r wrap and inner wrap lay e r 
r e c e ive th e tobacco within th e garnitur e . Th e out e r wrap lay e r 30 may und e rlie the partial 
inner wrap strip s 3 4 , 35 which ar e f e d from th e inn e r wrap strip bobbin 32 or other source. 
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Th e inn e r wrap strip bobbin 32 may b e narrow e r than th e out e r wrap as it is intend e d to cov e r 
only a portion of th e inn e r surface of the outer wrap 30. The inner wrap strip bobbin 32 may 
b e unroll e d and f e d through roll e rs and cut by a knif e into th e d e sir e d strips prior to forming 
th e combin e d cigarett e paper 36 just pr e c e ding th e garnitur e . Th e strips 34, 35 w r hich form 
th e inn e r wrap portion of th e cigarett e of th e pres e nt inv e ntion may hav e significantly 
diff e r e nt burn rat e charact e ristics than th e out e r wrap 30. Thus, variations in th e porosity, 
content and oth e r charact e ristics may b e provid e d by supplying dual bobbins at th e machine 
in the pr e s e nt e mbodim e nt 50. Th e slitt e r 33 may b e provid e d to slit th e inn e r wrap pap e r 
into two or mor e strips. 

As shown in Figur e 8, th e inn e r wrap strip bobbin 32 may have a pap e r with a width 
of 4 15 mm which i s slit in two strips. Th e correct combination of porosity and burn 
charact e ristics of th e inn e r wrap and out e r wrap lay e r may b e adjust e d so as to produc e an 
appropriate burn rat e modification which is d e sirabl e to produc e a standard lin e ar burn rat e 
throughout the e ntirety of th e cigar e tt e and tobacco column. 

As shown in Figur e 8 , th e pap e r f ee ding ass e mbly 50 disclos e d incorporat e s a numb e r 
of t e nsioning roll e rs for providing ad e quat e f ee ding of th e out e r wrap 30 and th e partial inner 
wrap strips 3 4 , 35 to produc e th e combined cigarett e wrapping pap e r 36. As may b e 
appr e ciated, the small e r w r idth bobbin 32 cr e ates significantly more probl e ms in f e eding th e 
slit pap e r to th e garniture. Ad e quat e tensioning of th e strips 34, 35 must be provided in order 
to pr e vent t e aring of the inn e r wrap strips 34, 35 prior to the garnitur e . Additionally, as 
cigar e tt e manufacturing process is inherently a stop and go proc e dure, the prop e r tensioning 
of the outer wrap bobbin 37 and inn e r wrap strip bobbin 32 is n e c e ssary. Thus, th e partial 
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inn e r wrap strips 31, 35 may b e combin e d with th e out e r wrap pap e r 30 just prior to th e 
garnitur e or may b e combin e d, as d e pict e d in Figur e 8 , imm e diat e ly aft e r slitting in order to 
provid e prop e r t e nsioning and combination of th e two lay e rs. 

Turning to Figur e 9, a cross s e ction of th e garnitur e within th e cigarett e mak e r is 
shown. Th e garnitur e 4 0 is th e area within th e cigar e tte mak e r wher e in th e cigar e tt e is roll e d 
and form e d. Th e r e is usually a b e lt which li e s b e tw ee n the out e r wrap 30 and th e garnitur e 10 
but which is not shown h e r e in for e xplanation purpos e s. As d e pict e d, th e garnitur e 40 has a 
curvature for formation of th e tobacco column and cigar e tt e . Th e curvatur e folds th e out e r 
wrap 30 around th e tobacco aft e r the tobacco is deposit e d by th e tobacco provid e r 4 1 within 
th e cigar e tt e maker. Prior to e ntry within th e garnitur e , th e inn e r wrap strips 34, 35 are mated 
with th e out e r wrap 30 so that the combined cigar e tt e wrapp e r 36 is fold e d and form e d with 
th e tobacco while th e cigar e tt e wrapp e r formation is alr e ady in plac e . Such a d e sign allows 
for th e fl e xibility of combining various charact e ristics of the outer wrap lay e r and th e partial 
inner wrap layer. Another ben e fit of th e inlin e formation and proc e ssing of th e cigar e tt e with 
burn rat e modification of th e pr e s e nt inv e ntion is that it is an onlin e m e thod which do e s not 
aff e ct th e sp ee d or formation of the actual cigar e tte. Thus, within th e garniture, th e r e is no 
significant modification requir e d to form the cigarett e rod which is cut into prop e r l e ngth and 
th e n added to filt e rs at a later station within the cigar e tt e mak e r. 

As shown in Figur e 9, th e inn e r wrap strips 31, 35 ar e fed into th e garniture on th e 
int e rior surfac e of the out e r wrap 30 such that they are in prop e r placem e nt wh e n the cigarotto 
maker forms th e cigar e tte and tobacco column. In the present exampl e , as shown in Figure 3, 
th e inn e r wrap strips 3 4 , 35 ar e positioned at 90° from the s e am of th e outer wrap 30 and may 
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b e placed e quidistant from each oth e r in ord e r to provid e a smooth and continuous burn rate 
modification for th e cigar e tt e . Th e inn e r wrap mat e rial may b e plac e d on th e int e rior sid e of 
th e outer wrap 30 without adh e siv e as pr e f e rr e d but other position maintaining mat e rial may 
be us e d. Formation of th e cigar e tt e within th e garniture 4 0 and compacting of th e tobacco 
into th e tobacco rod maintains th e plac e m e nt of th e inn e r wrap strips 3 4 , 35. 

Turning to Figur e 10, an alt e rnativ e embodim e nt for th e pap e r f ee ding ass e mbly 82 is 
shown. In this e mbodim e nt, th e out e r wrap 12 is f e d from a standard position to bull e t roll e r 
57 which dir e cts th e cigar e tt e wrapp e rs to th e garnitur e 60 for formation of th e cigar e tte. In 
this instanc e , th e out e r wrap 12 may b e standard 27mm wid e cigar e tt e pap e r and have normal 
porosity as well as other typical additiv e s. As is d e pict e d, th e combin e d partial doubl e w f rap 
36 which may be combin e d prior to th e garnitur e is form e d from th e combination of th e out e r 
wrap 12 and th e dual lin e inner wrap s trips 31, 35. 

As can b e se e n, th e inn e r wrap strip pap e r 32 from th e bobbin is f e d to th e guid e 
roll e rs 58 prior to cutting or slitting by rotary cutter 51. Th e rotary cutt e r may b e comprised 
of a rotary knif e 52 and knif e block 53. In such a formation, it is desirabl e to hav e a 8 mm 
wid e combin e d portion of th e int e rior of th e cigarett e cov e r e d with the partial double inn e r 
wrap, an inn e r wrap 32 may b e provid e d which is slit in half forming e qual 4mm wid e strips 
34, 35. Th e s e strips may b e form e d by rotary cutter 51 and s e parat e d by s e paration roll e rs 55, 
56 b e for e th e partial inner wrap strip 34, 35 ar e combined with th e out e r wrap pap e r 12 at th e 
roll e r 57. Th e inn e r wrap 32 of cours e may b e slit into ev e n narrower strips for ov e rlaying 
onto th e out e r wrap. 

A ben e fit of such a d e sign is that a rotary cutt e r 5 1 may b e provided for slitting th e 
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pap e r into th e d es ir e d widths. Problematic in handling narrow strips ther e by nec e ssitating th e 
guid e and t e nsioning rollers is that aft e r th e narrow e r strips ar e form e d, car e must be provided 
to pr e v e nt t e aring of th e inner wrap pap e r 32 and individual strips 3 4 , 35. Thus, it may b e 
b e n e ficial to provid e a rotary cutt e r 51 at a point which is fairly clos e or adjac e nt to th e 
garnitur e 60 in ord e r to pr e v e nt s ignificant handling of th e narrow inn e r wrap strips 34, 35. 

In th e pap e r fe e ding ass e mbly 82 shown in Figur e 10, a rotary cutt e r 51 is shown to 
form th e strips 34, 35 from the original web of mat e rial 32. A numb e r of diff e r e nt cutting 
d e vic e s or slitt e rs may b e us e d in all of th e se embodiments such as a static knif e , las e r, rotary 
knif e as d e pict e d, wat e r j e t cutt e r, kiss cutting or micro p e rforation formation. Additionally, 
pr e formed w e bs of material may be provid e d which are pr e cut into individual strips which 
may th e n b e s e parat e d prior to f ee ding into th e garnitur e through various handling devic e s. A 
numb e r of diff e ring e mbodim e nts may b e utiliz e d in ord e r to f ee d th e appropriat e inn e r wrap 
strips into th e garniture in combination with th e out e r wrap. Whil e th e various e mbodiments 
disclosed herein teach sp e cific structur e to accomplish th e fe e ding of th e inn e r wrap strips to 
th e garnitur e , a numb e r of embodiments may b e provid e d for formation or supplying of the 
inn e r wrap strips to th e garnitur e in combination with th e out e r wrap. Such variations ar e f e lt 
to fall within th e teachings of th e pr e sent application and no unnec e ssary limitation is to b e 
int e rpr e t e d from th e sp e cific e xampl e s of th e paper f ee ding assembly s e tforth h e rein. 

As disclos e d in Figur e 1 1, an additional e mbodim e nt 8 4 is provid e d wh e r e in a 
cigar e tt e mak e r 74 may hav e e xt e rnal bobbin units 70, 71. External bobbin unit 70 may have 
bobbin 30 which suppli e s th e out e r wrap paper to b e f e d into th e garnitur e 77. The bobbin 30 
provid e s a w e b of mat e rial 12 which is fed into th e garnitur e and combin e d with a w e b of 
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mat e rial 32 which forms th e inn e r wrap strips. Ext e rnal bobbin unit 71 may hav e a bobbin of 
mat e rial 32 which is f e d to a knif e m e chanism 75 for slitting. Th e slitter or cutting 
mechanism 75 is position e d dir e ctly adjac e nt to th e garnitur e 77 in order to d e cr e as e th e 
l e ngth of handling of th e individual narrow inn e r wrap strips. As sho>vn, th e mak e r 74 has 
garnitur e 77 and garnitur e belt 78 driv e n by driv e shaft 73 which f ee ds th e paper and tobacco 
mat e rial through th e garnitur e during th e cigar e tt e formation process such that th e tobacco rod 
and cigar e tt e is form e d with th e inn e r wrap strips form e d th e r e in. 

As may b e appr e ciat e d, provision for an e xt e rnal bobbin unit 70, 71 for both th e out e r 
wrap and inn e r wrap mat e rial allows for e asi e r online proc e ssing of th e paper and r e ady 
int e gration into th e cigar e tt e mak e r 74 of th e partial inner wrap strips. Additionally, e xt e rnal 
plac e m e nt of th e out e r wrap bobbin 30 and inner wrap bobbin 32 r e quir e s minimal changing 
of th e structur e for the cigar e tt e mak e r 7 4 as th e bobbins may b e spac e d away from the mak e r 
7 4 and no s ignificant changes ar e r e quir e d at th e area around th e garnitur e 77 apart from th e 
guid e and t e nsioning rollers. Additionally, e xt e rnal bobbin units ar e curr e ntly impl e m e nt e d 
with cigar e tt e mak e rs and may b e provid e d for in ord e r to combin e th e out e r and partial inn e r 
wrap strips of th e pr e s e nt inv e ntion in order to cr e ate th e appropriat e burn rat e modification 
d e sired. 

In us e , th e e xternal unit 71 may b e fitt e d with a s pool of bandcast mat e rial instead of a 
standard bobbin of cigar e tt e wrapp e r. A spool may b e utiliz e d du e to th e non uniformity of 
th e mat e rial in bandcast. A spool having bandcast reoon may b e us e d wh e r e in th e mat e rial is 
8 mm in width and is f e d into th e maker 74 through guid e roll e rs in ord e r to minimize 
mov e m e nt of the bandcast material as th e spool is unwound. Th e mat e rial may b e slit 
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immediat e ly prior to joining with th e out e r wrap mat e rial at th e bull e t roller which is th e 
roll e r typically found at th e first or b e ginning part of th e garnitur e . A plurality of guide 
rollers and t e nsioning roll e rs may b e provid e d to prop e rly f ee d th e mat e rial to th e garnitur e 
and combin e it with th e out e r wrap material. 

Please amend page 17, first paragraph, starting with "The cigarette with burn rate..." 
as follows: 

The cigarette with burn rate modification of the present invention may be 
designed with variations in outer wrap and inner wrap paper characteristics. As previously 
explained, standard outer wrap designs are such that the typical outer wrap has a linear laid 
out width of 27mm and generally a porosity of between 15 and 80 Coresta units. As is 
generally understood, significantly decreasing the outer wrap porosity changes the deliveries 
and linear burn rate of the cigarette. Modification of the standard burn rate for a normal or 
typical cigarette may be obtained through addition of a partial inner wrap to the cigarette. 
The partial inner wrap may be a single inner wrap portion or may be a plurality of inner wrap 
strips as shown in the various figures. The partial inner wrap may have paper characteristics 
with a significantly reduced porosity such that the inner wrap paper exhibits a porosity of less 
than 8 Coresta units. If a s ingl e inn e r wrap strip is utiliz e d, such as with band cast or other 
pap e r a s previously d e scrib e d and d e pict e d in Figur e 6, th e inn e r wrap lay e r may hav e a width 
of b e tw e en 2 15 mm. Th e porosity of th e inn e r wrap lay e r may b e adjust e d from any whore 
to 0 to 8 Coresta units. 

Please amend page 19, starting with the paragraph that begins, "The separate partial 
inner wrap. . ." as follows: 
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The separate partial inner wrap strips 14 may be strips of bandcast reconstituted 
tobacco made in accordance with the specific formula and process for making same as 
discussed hereinafter. The outer wrap cigarette paper 12 may be a normal porosity paper 
which typically exhibits a porosity of 15-80 Coresta units. As shown in Figure 2 , two strips 
14 of a reconstituted tobacco sheet are provided on opposite sides of the tobacco column 13 
to provide a partial inner wrap layer. The partial inner wrap layer including the reconstituted 
tobacco strips 14 may extend substantially the length of and be co-axial with the tobacco 
column 13. In one embodiment, the strips are placed equidistant from each other such that 
the resulting cigarette burns evenly. 



